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What is claimed is: 



^y'^^ A pmce.ss_fo L "^^^^^ stock matg rial for a container body of an insulating pagisr 
container, said process comprising the steps of: 

laminating a low m.p. thermoplastic synthetic resin fihn expandable by a/heating 
treatment on an outer wall surface of a base paper forming stock material for ^ insulating 
paper container; and 



applying to the surface of^id low m.p. thermoplastic synthetic reshrfilm a compatibly 
expansile ink adapted to be. expansile compatibly with the expansion of saia fihn. 




2. The proces^according to clsmn 1, and further includmg^tep of applying a primer of 
compatibly expansile ink to said surflace of said low m.p. themoplastic synthetic resin film 



3. The process according to claiqa 2, wherein th^^mpatibly expansile ink applied as said 
primer is of jwhite color. 

4. Thej process according to (Mm\iyan<f^further including the step of pointing indicia on 



the surface] of said compatibly 
ink. 



iie/4nk using separately prepared compatibly expansile 




the surface of ^id compatibly expansile ink using separj 
ink. 




5. The process accordin^/ro claim 2; and further including the step of Minting indicia on 
the surface of said comp^bly expansile ink using separately prepared 9emipatibly expansile 
ink. 



The process according to claim 3, and further including/me step of printing indicia on 



prepared compatibly expansile 



/ 



7. /The process according'to-daim-^Tand further including a step of at least partially filling 
an interface defined between the base paper and the low m.p. thermoplastic synthetic resin film 
ith a layer of self-expansile ink. 
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8. The process according to claim 2, and further including a step of at least partially filling 
an interface defined between the base paper and the low m.p. thermoplastic synthetic film 
with a layer of self-expansile ink. 

9. The process according to claim 3, and further including a step of arleast partially filling 
an interface defined between the base pap^r and the low m.p. thermoplastic synthetic resin fihn 
with a layer of self-expansile ink. 

10. The process according to clam-^^^ further mch^g a steAof at least partially filling 
an interface defined between the base paperland the \ov/ m.p. thermoplastic synthetic resin film 
with a layer of self-expansil^^ink. 



11. The process according to claim 1, apfl further including^ a step of laminating high m.p. 
thermoplastic synthetic resin film being/unekpanded by hating treatment on the inner wall 
surface of the base paper as stock matCTial fgjlfeeTJmit^er bo3> 



12. The process according l& clai^_2^,.aif3 Ifurther including a step of lami^ting high m.p. 
thermoplastic synthetic resin fihn bemg unexnanded by heating treatment on pe inner wall 
surface of the base pape/as stock material for the container body. 

13. The proc^ according to claim 3, and further including a steD;0fiaminating high m.p. 
thermoplastic ^nthetic resin fihn being unexpaAded by heating^atment on the inner wall 
surface of the base paper as stock material for the Gontainpr^dy . 



14. ythe process according4o_claim-4r^d further including a step of laminatmg high m.p. 
thermoplastic synthetic resin film bemg unexpanded by heating treatment on the inner wall 
surface of the base paper as stock material for the container body. 
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15. The process according to claim 7, and further mcluding a step of laminating high m-.p. 
thermoplastic synthetic resin fihn being xmexpanded by heating treatment on the mn^wall 
surface of the base paper as stock material for the container body. 



16. The process according to 
fihn bemg expandable by heating 
MFR (melt flow rate) of 8 - 15 

17. The process according to cliim 
fihn being expandable by heating 
MFR (melt flgW rate) of 8 - 15g/10 




i^p. thermoplastipf synthetic resin 
isity p(wethylene having a 
and a thickness of 0.03 - 0.07 

2, wherein the low m.p. tlfehnoplastic synthetic resin 
t eadnent is made of a low/density polyethylene having a 
min and a thickness of 0i6 7^.07 mm. 



18. TUe process according to claim 3^5Jhefem th&^ m.p. thermoplastic synthetic resm 
fihn beiiig expandable by heating to ►^taent is ma^of a low density poly^ylene havmg a 
MFR (^elt flow rate) of 8 - l^g/lO n|m and ^^tfijdaiess of 0.03 - 0.07 mm. 



19. '^e process acco 

fihn being expandable by heatmg treL^ent is made of a low density polyethylene 
MFR (melt flow rate) of 8 - 15g/10 



4yWherein the low m.p. thermoplastic syndetic resin 

having a 

and a thickness of 0.03 - 0.07 mm. 



20. The process accordu^/to claim V, wherem the low m.p. thermoplastic synthetic resm 
fihn being expandable by/heating treatiAent is made of a low density polyethylehe having a 
MFR (melt flow rate) of 8 - 15g/10 min and a thickness of 0.03 - 0.07 mm. 



21. The proce^ according to claun 11, Wrein the low m.p. thermoplastic synthetic resin 
fihn being expahdable by heating treatment\is made of a low densitv/^lyethylene having a 
MFR (melt adw rate) of 8 - 15g/10 min and a\thickness of 0.03 - 0.07 mm. 



22. Xlie process according to claim 11, whArein the high.m.p. thennoplastic synthetic resm 
fihn b^ing unexpanded even by heating treatfnent js^made of medium density polyethylene 
having a MFR (melt flow rate) of 4 - 8 g/10 
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23. The process according to (^^^:^rf^h^tm the base paper is obtained from one of a 
fortlinear paper machine anda<c^finder papep>inachine. 



^^comprismg: 

base paper; 




jj^c^ 2j/i Stock material for a container body of an instating paper container, said stock material 

^ a high m.p. thermoplastic synthetic resm film laminated on the inner wall surface of 
f said base paper; 

a low m.p. thermoplastic synthetic resin film laminated on the outer wall surface of said 
^ base paper wherein said low m.p. thermoplastic synthetic resin fihn is expandable by heat 
treatment; and 

a compatibly expansile ink applie^' on an outer surface of said low m.p. thermoplastic 
10 synthetic resin fihn. 

25. Stock material according to claim 24, wherein said compatibly expansile ink is applied 
on the upper surface of the low m.p/ thermoplastic synthetic resin film being expandable by 
heat treatment as a primer. 

26. The stock material according to claim 25, wherein said compatibly expansile ink 
applied as said primer is white. ^ 

/ 

27. The stock material according to claim 24, wherein the outer surface of said compatibly 
expansile ink is printed with indicia using separately prepared compatibly expansile ink. 

/ 

28. The stock material accprding to claim 25, wherein the outer surface of said compatibly 

expansile ink is printed with jndicia using separately prepared compatibly expansile ink. 

/ 
/ 

29. The stock material according to claim 26, wherein the outer surface of said compatibly 
expansile ink is printed with indicia using separately prepared compatibly expansile ink. 

/ 
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30. The stock material according to claim 24, wherein an interface defined between the bas^ 
paper and the low m.p. thermoplastic synthetic resin fihn is at least partially filled with a layer 
of ^elf-expansile ink. / 

31 . The stock material according to claim 25, wherein an interface defined between the base 
paper and the low m.p. thermoplastic synthetic resin film is at least partially fille/with a layer 
of self-expansile ink. / 

32. The stock material according to claun 26, wherem an interface defined between the base 
paper and the low m.p. thermoplastic synthetic resm fihn is at least pamally filled with a layer 
of self-expansile ink. / 

33. The stock material according to claim 27, wherein an interface defined between the base 
paper and the low m.p. thermoplastic synthetic resin fihn isy^ least partially filled with a layer 
of self-expansile ink. / 

34. The stock material according to claim 24, wherein the low m.p. thermoplastic synthetic 
resin fihn being expandable by heating treatment's made of low density polyethylene having a 
MFR (melt flow rate) of 8 - 15 g/10 min andyOiickness of 0.03 - 0.07 mm. 

35. The stock material according to^daim 25, wherein the low m.p. thermoplastic synthetic 
resin fihn being expandable by hea^g treatment is made of low density polyethylene having a 
MFR (melt flow rate) of 8 - 15 s/lO min and a thickness of 0.03 - 0.07 mm. 

36. The stock material afccordmg to claim 26, wherein the low m.p. thermoplastic synthetic 
resin fihn being expanckble by heating treatment is made of low density polyethylene having a 
MFR (melt flow rateVbf 8 - 15 g/10 mm and a thickness of 0.03 - 0.07 mm. 

37. The stoek material according to claim 27, wherein the low m.p. thermoplastic synthetic 
resin fihn being expandable by heating treatment is made of low density polyethylene having a 
MFR (m^t flow rate) of 8 - 15 g/10 min and a thickness of 0.03 - 0.07 mm. 
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iSy The stock material according to claim 30, wherein the low m.p. thermoplastic synthej 

1 fihn being expandable by heating treatment is made of low density polyethylene naying a 
MFR (melt flow rate) of 8 - 15 g/10 min and a thickness of 0.03 - 0.07 mm. 



39. The stock material according to claim 24, wherem the high imp. thermoplastic 
synthetic resin fihn being unexpanded by heating treatment is mad^f medium density 
polyethylene having a MFR (melt flow rate) of 4 - 8 g/10 min. 



40. The stock material according to claim 25, wherein the high m.p. thermoplastic 
synthetic resin fihn being unexpanded by heating treatanent is made of medium density 
polyethylene having a MFR (melt flow rate) of 4 - 8 s/lO min. 

41. The stock material according to cl^ 26. wherein the high m.p. thermoplastic 
synthetic resin fihn being unexpanded p heating treatment is made - of medium density 
polyethylene having a MFR (melt flow p^) of 4 - 8 g/10 min. 

42. The stock material accprding to claim 27, wherein the high m.p. thermoplastic 
synthetic resin film being unexpanded by heating treatment is made of medium density 
polyethylene having a M^ (melt flow rate) of 4 - 8 g/10 min. 

43. The stock yfaaterial according to claim 30, wherein the high m.p. thermoplastic 
synthetic resin /fihn being unexpanded by heating treatment is made of medium density 
polyethyleneXaving a MFR (melt flow rate) of 4 - 8 g/10 min. 



44. Tne stock material according to claim 34, wherem the high m.p. thermoplastic 
mo, resin film being unexpanded by heating treatment is made of medium density 
polyethylene having a MFR (melt flow rate) of 4 - 8 g/10 min. 



An insulatiu] 
said insulating pape 



paper container generally comprising a container body and a bottom wall, 
container further comprising: 
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/ 

a high m.p. thermoplastic synthetic resifa fihn laminated on the inner wall surface of a 
base paper for said container body and said bottom wall; 
5 a low m.p. thermoplastic synthetic redin fihn laminated on the outer wall surface of said 

base paper for said container body; / 

a compatibly expansile ink applied orf the outer surface of said low m.p. thermoplastic 
synthetic resin film so that said ink may /follow expansion of said low m.p. thermoplastic 
synthetic resin film; and / 
10 wherein said low m.p. thermoplastic synthetic resin film is expanded by subjecting the 

lamination to heating treatment. / 

46. The msulating paper container according to claim 45, wherein the upper surface of the 
low m.p. thermoplastic synthetic resin/fihn being expandable by heating treatment is applied 
with said compatibly expansile ink as jfrimer. 

47. The insulating paper container according to claim 46, wherein said compatibly 
expansile ink applied as said primer Is white. 

ler according to claim 45, wherein the upper surface of said 
with indicia using separately prepared compatibly expansile 

49. The msulating paper confainer according to claim 46, wherein the upper surface of said 
compatibly expansile ink is printed with mdicia using separately ' prepared compatibly expansile 
ink. 

50. The insulating paper 
compatibly expansile ink is ] 
ink. 



48. The insulating paper contai 
compatibly expansile ink is printe^ 
ink. 



jontainer according to claim 47, wherein the upper surface of said 
ited with indicia using separately prepared compatibly expansile 
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51. The insulating paper container according to claim 45, wherein an interface defin^ 
between the base paper and the low m.p. thermoplastic synthetic resin fihn is at least pdm^lly 
filled with self-expansile ink. / 

2. The insulating paper container according to claim 46, wherein an m6erface defined 
between the base paper and the low m.p. thermoplastic synthetic resin film/is at least partially 
filled with self-expansile ink. / 

53. The insulating paper container according to claim 47,yWherein an interface defined 
between the base paper and the low m.p. thermoplastic synthrac resin film is at least partially 
filled with self-expansile ink. / 

54. The insulating paper container according to claim 48, wherein an interface defined 
between the base paper and the low m.p. thennjzplastic synthetic resin film is at least partially 
filled with self-expansile ink. / 

55. The insulating paper contains according to claim 45, wherein the low m.p. 
thermoplastic synthetic resin film lyiaminated on the outer wall surface of the base paper for 
the bottom wall and said low mjfK thermoplastic synthetic resin film is expanded by subjecting 
the lamination to heating trea.tment. 



56. The insulating/paper container according to claim 46, wherein the low m.p. 
thermoplastic synth^c resin fihn is laminated on the outer wall surface of the base paper for 
the bottom wall and said low m.p. thermoplastic synthetic resin fihn is expanded by subjecting 
the lamination >to heating treatment. 

57. The insulating paper container according to claim 47, wherein the low m.p. 
thermomastic synthetic resin film is laminated on the outer wall surface of the base paper for 
the bottom wall and said low m.p. thermoplastic synthetic resin film is expanded by subjecting 
the^lamination to heating treatment. 



/ 



/ 
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58. The insulating paper container according to claim 48, wherein the low m.n/ 
thermoplastic synthetic resin film is laminated on the outer wall surface of the base papep^or 
the bottom wall and said low m.p, thermoplastic synthetic resin film is expanded by sxijfe^cting 

e lamination to heating treatment. / 

59. The insulating paper container according to claim 51, wherein the low m.p. 
thermoplastic synthetic resin film is laminated on the outer wall surface/Df die base paper for 
the bottom wall and said low m.p. thermoplastic synthetic resin film is expanded by subjecting 
the lamination to heating treatment. / 

60. The insulating paper container according to dton 45, wherein the low m.p. 
thermoplastic synthetic resin film is laminated on^e upper surface of the high m.p. 
thermoplastic synthetic resin film which is unexpanded even by heating treatment, said high 
m.p. thermoplastic synthetic resin film, in tumy^eing laminated on the inner wall surface of 
the base paper for the bottom wall of the/msulating paper container, and the low m.p. 
thermoplastic synthetic resin film laminated on the base paper for the container body of the 
insulating paper container is expanded by subjecting the lamination to heatmg. 

61. The insulating paper ccmtainer according to claim 46, wherein the low m.p. 
thermoplastic synthetic resin/fihn is laminated on the upper surface of the high m.p. 
thermoplastic synthetic resin fihn which is unexpanded even by heating treatment, said high 
m.p. thermoplastic synmetic resin film, in tum, being laminated on the inner wall surface of 
the base paper for /the bottom wall of the insulating paper container, and the low m.p. 
thermoplastic synmetic resin film laminated on the base paper for the container body of the 
insulating pape/ container is expanded by subjecting the lamination to heating. 

62. Ther insulating paper container according to claim 47, wherein the low m.p. 
thermoplastic synthetic resin film is laminated on the upper surface of the high m.p. 
thermoplastic synthetic resin film which is unexpanded even by heating treatment, said high 
m^ thermoplastic synthetic resin fihn, in tum, being laminated on the inner wall surface of 
^e base paper for the bottom wall of the insulating paper container, and the low m.p. 
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thermoplastic synthetic resin fihn laminated on the base paper for the container body of ^he 
insulating paper container is expanded by subjecting the lamination to heating. 

3. The insulating paper container according to claim 48, wherein fe6 low m.p, 
thermoplastic synthetic resin film is laminated on the upper siuface of the high m.p. 
thermoplastic synthetic resin film which is unexpanded even by heating/n-eatment, said high 
m.p. thermoplastic synthetic resin film, in turn, being laminated on tlie inner wall surface of 
5 the base paper for the bottom wall of the insulating paper coritainer, and the low m.p. 
thermoplastic synthetic resin film laminated on the base papei/ior the container body of the 
insulating paper container is expanded by subjecting the lamination to heating. 



64. The insulating paper container according/to claim 51, wherein the low m.p. 
thermoplastic synthetic resin film is laminatecr on the upper surface of the high m.p. 
thermoplastic synthetic resin film which is uriexpanded even by heating treatment, said high 
m.p. thermoplastic synthetic resin fihn, m4um, being laminated on the inner wall surface of 
the base paper for the bottom wall m the insulating paper container, and the low m.p. 
thermoplastic synthetic resin fihn laminated on the base paper for the container body of the 
insulating paper container is expanded by subjecting the lamination to heating. 



/ 
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/ 



The insulating naper contamer according to claim 55, wherein the low m.p. 
thermoplastic synthetic resin film is laminated on the upper surface of the high m.p. 
thermoplastic synmetic resin fihn which is unexpanded even by heating treatment, said high 
m.p. thermop^stic synthetic resin fihn, in turn, being laminated on the inner wall surface of 
the base paper for the bottom wall of the insulating paper container, and the low m.p. 
thermoplastic synthetic resin fihn laminated on the base paper for the container body of the 
insulating paper container is expanded by subjecting the lamination to heating. 



66./ The insulating paper container according to claim 45, wherein the low m.p. 
;ifermoplastic synthetic resin film is expandable by heating treatment is made of low density 
)olyethylene having a MFR (melt flow rate) of 8 - 15 g/10 min and a thickness of 0.03 - 0.07 



mm. 
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67, The insulating paper container according to claim 46, wherein the low mcp. 
thermoplastic synthetic resin film is expandable by heating treatment is made of low^ensity 
pSiySByiene having a MFR (melt flow rate) of 8 - 15 g/10 min and a thickness of^.03 - 0.07 



68. The insulating paper container according to claim 47, ywherein the low m.p. 
thermoplastic synthetic resin film is expandable by heating treatment is made of low density 
polyethylene having a MFR (melt flow rate) of 8 - 15 g/10 grfn and a thickness of 0.03 - 0.07 
mm. 

69. The insulating paper container accordipig to claim 48, wherein the low m.p. 
thermoplastic synthetic resin film is expandable by heating treatment is made of low 
polyethylene having a MFR (melt flow rate) of 8-15 g/10 min and a thickness of 0<d3 - 0.07 
mm. 



70. The insulating paper e&ntainer according to claim 51,y^herein the low m.p. 
thermoplastic synthetic resm^'fUm is expandable by heating treajB^t is made of low density 
polyethylene having a MFR (melt flow rate) of 8 - 15 g/10 min and a thickness of 0.03 - 0.07 
mm. 




71. The^insujating paper container accor^ag to claim 55, wherein the low m.p. 
thermoplastk/synthetic resin fihn is expandabJ6 by heating treatment is made of low density 
polyethyj^e having a MFR (melt flow rat^^f 8-15 g/10 min and a thickness of 0.03 - 0.07 
mm. 



The insulating paper container according to claim 60, wherein the low m.p. 
thermoplastic synthetic resiprRlm is expandable by heating treatment is made of low density 



polyethylene having a 



mm. 




(melt flow rate) of 8 - 15 g/10 min and a thickness of 0.03 - 0.07 
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73. The insulating paper container according to claim 45, wherein the high m.p. 
thermoplastic synthetic resm fibn\ being unexpanded by heating treatment is made of medium 
polyethylene having a MFR (melt flow rate) of 4 - 8 g/ 10 min. 

74. The insulating paper container according to claun 46, wherein the high m.p. 
thermoplastic synthetic resin fihn bemg unexpanded by heating treatment is made of medium 
polyethylene having a MFR (melt flow rate) of 4 - 8 g/10 min. 

75. The insulating paper container according to claim 47, wherein the high m.p. 
thermoplastic synthetic resin film being unexpanded by heating treatment is made of mediimi 
polyethylene having a MFR (melt flow rate) of 4 - 8 g/10 min. 

76. The insulating paper containerj I according to claim 48, wherein the high m.p. 

thermoplastic synthetic resin film being unexpanded by heating treatment is made of medium 

polyethylene having a MFR (melt flow rate) of 4 - 8 g/10 min. 

H 

77. The insulating paper container according to claim 51, wherein the high m.p. 
thermoplastic synthetic resin fihn being unexpanded by heating treatment is made of medium 
polyethylene having a MFR (melt flow rate! of 4 - 8 g/10 min. 

78. The insulating paper container according to claim 55, wherein the high m.p. 
thermoplastic synthetic resin fihn being une>4panded by heating treatment is made of medium 
polyethylene having a MFR (melt flow rate) of 4 - 8 g/10 min. 

79. The insulating paper container acconiing to claim 60, wherein the high m.p. 
thermoplastic synthetic resin film being unexpamded by heating treatment is made of medium 
polyethylene having a MFR (melt flow rate) of 4^ 8 g/10 min. 

80. The insulating paper container according to claim 66, wherein the high m.p. 
thermoplastic synthetic resin film being unexpanded by heating treatment is made of mediimi 
polyethylene having a MFR (melt flow rate) of 4 - 8 g^ 10 min. 
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81. The insulating paper container according to claim 45, wherein the base paper has a 
basis weight of 150 - 350 g/m^ and a moisture content of 5 - 9%. 

82. The insulating paper container according to claim 46, wherein the base paper has a 
basis weight of 150 - 350 g/m^ and a moisture content of 5 - 9%. 

83. The insulating paper container according to claim 47, wherein the base paper has a 
basis weight of 150 - 350 g/m^ and a moisture content of 5 - 9% . 



The insulating paper container according to claim 48, wherein the base paper has a 
basis weight of 150 - 350 g/m^ and a moisture content of 5 - 9%. 

85. The insulating paper container according to claim 51, wherein the base paper has a 
basis weight of 150 - 350 g/m^ and a moisture content of 5 - 9%. 

86. The insulating paper container according to claim 55, wherein the base paper has a 
basis weight of 150 - 350 g/m^ and a moisture content of 5 - 9%. 

87. The insulating paper container according to claim 60, wherein the base paper has a 
basis weight of 150 - 350 g/m^ and a moisture content of 5 - 9%. 

88. The insulating paper container according to claim 66, wherein the base paper has a 
basis weight of 150 - 350 g/m^ and a moisture content of 5 - 9% . 

89. The insulating paper container according to claim 73, wherein the base paper has a 
basis weight of 150 - 350 g/m^ and a moisture content of 5 - 9%. 

90. The insulating paper container according to claim 45, wherein the base paper is product 
obtained by one of a fortlinear paper machine and a cylinder paper machine. 




\ 
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91. The insulating paper container according to claim 46, wherein the base paper is product 
obtained by one of a fortlinear paper machine and a cylinder paper machine, 

92. The insulating paper container according to claim 47, wherein the base paper is product 
obtained by one of a fortlinear paper machine and a cylinder paper machine. 

93. The insulating paper container according to claim 48, wherein the base paper is product 
obtained by one of a fortlinear paper machine and a cylinder paper machine. 

94. The insulating paper contamer according to claim 51, wherein the base paper is product 
obtained by one of a fortlinear paper machine and a cylinder paper machine. 



95. The insulating paper container according to claim 55, wherein the base 
obtained by one of a fortlinear paper machine and a cylinder paper machine. 

96^ The insulating paper container according to claim 60, wherein the base 
obtained by one of a fortlinear paper machine and a cylinder paper machine. 

97. The msulating paper container according to claim 66, wherein the base paper is product 
obtamed by one of a fortlinear paper machine and a cylinder paper machine. 

98. The insulating paper container according to claim 73, wherem the base paper is product 
obtained by one of a fortlinear paper machine and a cylinder paper machine. 



paper is product 



paper is product 



99. The insulating paper container according to claim 81, wherein the base paper is product 
obtained by one of a fortlinear paper machine and a cylinder paper machine. 




100/ A process for making afTinsulating^panef container generally comprising a container 
body and a bottom wall, said process conmnsing steps of: 

laminating a high m.p. ther^^iastic syhtt^tic resin film on the inner wall surface of 
base paper for said container body ana bottom wall J 
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laminating a low m.p. thermoplastic synthetic resin film on the outer wall surface of ^ 
base paper for said container body; 

applying to the outer surface of said low m.p. thermoplastic synthetic r^in film a 
compatibly expansile ink so that said ink may follow expansion of said low m.p.ytnermoplastic 
synthetic resin film; and 

after the container has been formed by said container body and bo}S!6m wall, expanding 
said low m.p. thermoplastic synthetic resin film by subjecting the lami9Mion to heating. 



101. The process according to daim lpGK"turther mfcbiding a^ep of applying the surface of 
said low m.p. thermoplastic synthe^eresin fihn to be txpdi^d by heating treatment with said 
compatibly expansile ink as a praier. 

102. The process acceding to clainji 101, wh^;^ said compatibly expansile ink applied as 
said primer is white. 



103. The proce 
surface of said cbmi 
expansile ink. 



according to cla 
ipatibly expansik 



"aid fui:^er including a stepXpf printing the outer 
with kfdicia using separately prepared compatibly 



104. The process accorchng to claim llOl, and further including a step of printing the outer 
surface of said compa^ly expansile inl^ with indicia using separately prepared compatibly 
expansile ink. 

105. The process according to claim 102 A and further including a step of printing the outer 
surface of sdid compatibly expansile ink with indicia using separately prepared compatibly 
expansile j/i 



106. /The process accoi'diiigjo^laim 100, aid further including a step of at least partially 
filling an interface defined between the basX^aper and the low m.p. thermoplastic synthetic 
resin film with a layer of self-expansile ink. 
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107. The process according to claim 101, and further including a step of at least parti^ly 
filling an interface defined between the base paper and the low m.p. thermoplastic s^thetic 
resin fihn with a layer of self-expansile ink. 

108. The process according to claim 102, and further including a step o£>^t least partially 
filling an interface defined between the base paper and the low m.p. thpmioplastic synthetic 
resin film with a layer of self-expansile ink. 

109. The process according^o claim^S, and further including i step of at least partially 
filling an interface defined betweM^^e base paper and the low m/p. thermoplastic synthetic 
resin film with a layer of self-expansile ink. 

110. The process accordiilg of claimUOO, and furffier indifdmg the steps of laminating the 
low m.p. thermoplastic synthetic resin fihn on thp^uter v4ll surface of the base paper for the 
bottom wall and expanding said low m.p^, the^opla^ric synthetic resin fihn by subjecting the 
lammation to heating. 



111. The process according of^ clai^^>€(l, and further including the steps 
low m.p. thermoplastic syntnetic^^&in filmW the outer wall surface of the ba^e 
bottom wall and expanding s^low m.p. tHprmoplastic synthetic resin fihn bj 
lamination to heating. 



laminating the 
paper for the 
subjecting the 



112. The process /ccording of claun 102, ana further including the stdps of laminating the 
low m.p. thermoplastic synthetic resin film on tlife outer wall surfac^/<^ the base paper for the 
bottom wall am expanding said low m.p. thermop^lastic synthetjo^esm film by subjecting the 
lamination to/heating. 



113. T^e process according of claim 103, and "^uAher including the steps of laminatmg the 
low mf^p. thermoplastic synthetic resin fihn on flie outer wall surface of the base paper for the 
bojtom wall and expanding said low m.p. Jii^rmoplastic synthetic resin fihn by subjecting the 
lamination to heating. 
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114. The process according of claim 106, and further including the steps of laminating the 
low m.p. thermoplastic synthetic resin film on the outer wall surface of the base paper foj/mt 
bottom wall and expanding said low m.p. thermoplastic synthetic resin film by subjecting the 
lamination to heating. 



115. The process according to claim lOJV'^fia'furthehmcluding the steps^of laminating the 
low m.p. thermoplastic synthetic resififlhn on the high m.m thermoplasjic synthetic resin film 
which is unexpanded even bV/heating trqatment and laminateq on inn^ wall surface of the base 



paper for the bottom wall of the insu 
thermoplastic synthe^in film associate! 
to heating. 



116. The process according to claim 
low m.p. then loplastic synthetic resin f 
which is unexpanded even by heating 
paper for the bottom wall of the i 
thermoplastic synthetic in fihn as^iatec 
to heating. 



ating paper contairier a6d expanding the low m.p. 
with the container/body by subjecting the lamination 



01, an^/ni^er including the steps of laminating the 
gh m.p. therm^tastic synthetic resin film 
1 and laminated on inner wall\urface of the base 
luxating paper container and expanding the low m.p. 
with the container body by subjecting the lamination 



117. The process acpdrding to claim 102, and further including tile steps of laminating the 
low m.p. thermoplamc synthetic resin filiA on the high m.p. Aemioplastic synthetic resin film 
which is uneximded even by heating treatment and lanjiaifed on inner wall surface of the base 
paper for the bottom wall of^tiiTTiisinafing'^ container and expanding the low m.p. 
thermoplapc synthetic in film ass^iated wiu^ the container body by subjecting the lamination 
to heat 



The process according to claim 103/^d further including the steps of laminating the 
w m.p. thermoplastic synthetic resin fihn on the high m.p. thermoplastic synthetic resm film 
which is unexpanded even by heating treatment and laminated on inner wall surface of the base 
paper for the bottom wall of the insulating paper container and expanding the low m.p. 
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5 thermoplastic synthetic in film associated with the container body by subjecting the laminajion 
to heating. 

119. The process according to claim 106, and further including the steps of laminating the 
low m.p. thermoplastic synthetic resin film on the high m.p. thermoplastic synthetic resin film 
which is unexpanded even by heating treatment and laminated on iimer wall simace of the base 
paper for the bottom wall of the insulating paper container and expanoing the low m.p. 
5 thermoplastic synthetic in film associated wjth-thTcontainCTijqdy by si^ecting the lamination 
to heating. 



120. The process accojdingi to claim 110, and further incMding the steps of laminating the 
low m.p. thermoplastic synthetic resin film on the high m.p(f thermoplastic synthetic resin film 
which is imexpandea even by heating treatment and lamjnated on iimer wall surface of the base 
paper for the bortom wall of I the insulating papgL-^^eentainer-and expanding the low m.p. 
5 thermoplastic synthetic in film associated^im thoxontainer body by subjecting the lamination 



to heating. 



121. The process according to maifn lOO, wherein the low m.p. thermoplastic synthetic resin 
film which is expandable by he^tuafg treatment and constituting the^ stock material for the 
container body of the insulating jJaper container is made of low cmsity polyethylene having a 
MFR (melt flow rate) of 8 15/^10 liin and a thickness of 0.03^0.07 mm. 



122. The process according to claim \01, wherein,^ low m.p. thermoplastic synthetic resin 
film which is expamable by heating tjteattpem and constituting the stock material for the 
container body of/me insulating papertontainer is made of low density polyethylene having a 
MFR (melt flo\/rate) of 8 15 g/10 min andk thickness of 0.03 - 0.07 mm. 



123. The/process according to claim 102, wherein the low m.p. thermoplastic synthetic resin 
film which is expandable by heating treatment and constituting the stock material for the 
cont^er body of the insulating paper contaiuer is made of low density polyethylene having a 
(melt flow rate) of 8 15 g/10 min and a thickness of 0.03 - 0.07 mm. 
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124. The process according to claim 103, wherein the low m.p. thermoplastic synthetic resin 
fikn which is expandable by heating treatment and constituting the stock material for the 
container body of the insulating paper container is made of low density polyethylene Jiaving a 
MFR (melt flow rate) of 8 15 g/10 min and a thickness of 0,03 - 0,07 mm. 

125. The process according to claim 106, wherein the low m.p. thermoplastic synthetic resin 
fihn which is expandable by Jiej^ting trea^i^f'Snd consfifOting^^the s>ock material for the 
container body of the insulating panpr^ntainer is made of low denkify polyethylene having a 
MFR (melt flow rate) of 8 15 gPiO vAfn and a thickness of 0.03 - Q/Oy mm, 

126. The process accoraing to claini 110, wherein the Iq;^^ m.p/ thermoplastic synthetic resin 
fihn which is expandable by heating! treatment and iJonstitimng die stock material for the 
container body of the insulating paper container is inade of /ov/ density polyethylene having a 
MFR (melt flow rate) lof 8 15 g/10 min hnd a thj^ess ot/0.03 - 0.07 mm. 

127. The process according to claim IM, whej:eih the low m.p. then^oplastic synthetic resin 
film which is expandable by heaiting^ treatment and constituting the stqck material for the 
container body of the insulating paper container is made of low density polyethylene having a 
MFR (melt flow rate) of 8 15 gflO min and 4 thickness of 0,03 - 0,07 

128. The process ae^rdingjto claim 100, Yherein.jbe^ m.p. thermoplastic synthetic 
resin film which is unexpanded^ttyJieating-'fiSam is made of medium density polyethylene 
having a MFR (melt flow rate) of 4 - 8 g/10 min. 



129. Th^ process according to claim 101, wherein the high m.p. thermoplastic synthetic 
resin film which is imexpanded by heating treatment is made of medium density polyethylene 
having a MFR (melt flow rate) of 4 - 8 g/10 min. 
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130. The process according to claim 102, wherein the high m.p. thermoplastic synthetic 
resin film which is unexpanded by heating treatment is made of medium density polyetWlene 
having a MFR (melt flow rate) of 4 - 8 g/10 min. 



131. The process according to claim 103, wherein the high m.p. thermoplastic synthetic 
resin film which is unexpanded by heating treatment is made of medium d9iisity polyethylene 
having a MFR (melt flow rate) of 4 - 8 g/10 min. 



132. The process according to cIbMx 106, wherein the high 
resin fihn which is unexpanded by heating treatment is made oj 
having a MFR (melt flow rat^ Df 4 - 8 WlO min. 



thermoplastic synthetic 
ledium density polyethylene 



133. The process according to claim! 110, whereiiymy high m.p. thermoplastic synthetic 
resin fihn which is unexpanded by heatihg treatmei^;!^ density polyethylene 

having a MFR (melt flow rate) of 4 - 8 gAlO 



134. The process according to claim lu/, wherein the high m.p. thermoplastic synthetic 
resin film which is unexpanded by heatiiQ treatment is made of medium density polyethylene 
having a MFR (melt flow rate) of 4 -Jog/IQ min. 

135. The process according/to claim 121, wherein the high^.p. thermoplastic synthetic 
resin fihn which is unexpame^ by heating tipatment is mgid^f medium density polyethylene 
havmg a MFR (melt flow rate) of 

136. The process/according to claim 100, wherein the heating treatment is carried out at a 
temperature of 120 - 130°C for 2 - 4 min. 



137. The /process according to claim 101, wherein the heating treatment is carried out at a 
temperature of 120 - 130°C for 2 - 4 min. 
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138. The process according to claim 102, wherein the heating treatment is carriptfout at a 
temperamre of 120 - 130°C for 2 - 4 min^ 

139. The process according to claim lOSl wherem the^heating'^^enfis carried out at a 
temperature of 120 - 130°C for 2 - 4 min. 

140. The process according to claim 106j whereip^e heating treatment jk carried out at a 
temperature of 120 - 130°C for 2^ 4 min. 



141. The process according 



temperature of 120 - 130'C fof 2 - 4^inin 




to claimX 10, wherein the heating^eatment is carried out at a 



142. The process accordjilg to claim Tl:5rw)[ierein the heating treatment is carried o^t at a 
temperature of 120 - 13p^C for 2 - 4 min. 

143. The proems according to claim 121, whei|pin the heating treatment is carried/out at a 
temperature of'^ 120 - BCC for 2 - 4 min. 

144. /he process according to claim 128, wherei]\the heating trgatdent is carried out at a 
tempmture of 120 - 130°C for 2 - 4 min. 
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